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(54) A noise-preventive grommet and a manufacturing process of the same 



(57) Used in an automobile, the grommet (10) re- 
duces noise leakage from the engine to the passenger 
space. It is made of rubber or an elastomer and 
comprises : a small tube portion (11), through which a 
wiring harness (W/H) is passed ; a frustoconical tube 
portion (12) flaring from an edge (1 1a) of the small tube 
portion (1 1 ) and comprising a flared portion, on the outer 
surface of which is formed a recess (12a) for fitting car 



body panel ; an internal tube portion (13) through which 
the wiring harness (W/H) is passed, the internal tube 
portion (13) depending from the edge (1 1 a) of the small 
tube portion (1 1 ) and extending along the axial direction 
in the frustoconical tube portion (12) ; and a closing por- 
tion (14) connected to an edge (1 3a) of the internal tube 
portion (13) distal to the edge (11a) of the small tube 
portion (11) and to the flared portion. 
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Description 

The present invention relates to a grommet used in 
an automobile body. More particularly, the invention re- 
lates to a grommet fixed to a harness wired through a 5 
body panel which partitions an engine compartment and 
a passenger space. The grommet is set up at the inter- 
section of the harness and the body panel, such that it 
prevents water and dust penetration from the engine 
compartment to the passenger space. Moreover, it im- io 
proves noise insulation. 

As shown in Figure 1, when a harness is wired 
through the body panel 4 which partitions the engine 
compartment X and the passenger space Y, a grommet 
3 is fixed on the body panel and shields the passenger is 
space Y from water and dust. 

As shown in Figure 2, the conventional grommet 3 , 
made ol a rubber or an elastomer, is an integral piece 
having two portions. One is a small tube portion 1 to be 
fixed on Ihe circular surface of the wiring harness. The 20 
other is a f rustoconical tube portion 2 flaring therefrom. 

Electrical cables W are first bundled, then a tape T1 
is helically wound thereon to give a wiring harness. The 
harness is passed through the grommet 3 and is fixed 
by firmly winding a tape T2 around the small tube portion 25 
1 from outside. The frustoconical tube portion 2 is pro- 
vided with a fitting recess 2a on the outer circular surface 
of its flared end portion, whilst the body panel 4 is pro- 
vided with a through hole 4a. When mounting a set com- 
- prised of a grommet 3 and a wiring harness W/H in an 30 
automobile, the grommet 3 is passed through the hole 
4a, so that the rim of the through hole 4a is fitted in the 
recess 2a. 

When installing the set comprising a grommet 3 and 
a harness W/H in the through hole 4a of a body panel 35 
4, it can be done either from the "passenger space side 
or the engine side. In both cases, it is necessary to de- 
form the frustoconical tube portion 2 when passing the 
grommet 3 through the hole 4a. The frustoconical tube 
portion 2 thus has a thinly constructed flaring portion 2b. 40 

Noise generated in the engine compartment X 
(shown by arrows in Fig. 2) is transmitted through a thin- 
ner portion of the frustoconical tube portion 2 towards 
the inside of the grommet 3. The transmitted noise 
(shown by dotted arrows) passes therefrom through a 45 
space S formed between the external surface of the har- 
ness and the internal surface of the grommet, then into 
the passenger space Y. 

The problem of noise-shielding has not been taken 
into account in the known grommet, so that the passen- so 
ger space is rendered somewhat less comfortable be- 
cause of this noise diffusing through the path hole of the 
harness. 

To reduce the noise in the passenger space, it is 
proposed to fill the space S beforehand with a rigid ma- 55 
terial 6, as shown in Fig. 3. However, this rigid material 
renders the passing-through of the harness less ma- 
noeuvrable. Another possible method is to fill the space 
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S with a sealing agent. However, the method adds on 
another working step, i.e. filling of the sealing agent. 

Moreover, according to the above methods, the rig- 
id material 6 or the solidified sealing agent prevents the 
grommet from deflecting, so that its passing through the 
body panel becomes difficult 

In addition, the wiring harness W/H becomes less 
flexible in the region where it passes through the grom- 
met, so that the harness wiring in the car body also be- 
comes more difficult. Accordingly, in the past, attempts 
to reduce the noise led to deteriorated workability, thus 
one realisation excluded the other. 

The object of the present invention is therefore to 
provide a grommet having an improved acoustic per- 
formance and also a high workability without losing the 
flexure of the grommet and the flexibility ol the wiring 
harness. 

To this end, there is provided a grommet compris- 
ing: a small tube portion through which a wiring harness 
is passed and having an edge at one end thereof; a frus- 
toconical tube portion flaring from the edge of the small 
tube portion and having a flared-out portion and an inner 
and outer surface, on the outer surface of the frustocon- 
ical tube portion there is formed a recess for fitting into 
a car body panel; an internal tube portion through which 
the wiring harness is passed, the internal tube portion 
depending from the edge of the small tube portion, ex- 
tending substantially abng the axial direction in the frus- 
toconical tube portion and having an open edge and an 
outer surface; and a closing portion having a through 
hole being substantially centrally located, the closing 
portion being connected to the open edge of the internal 
tube portion and to the flared-out portion of the frusto- 
conical tube portion, whereby there is provided a cross- 
sectionally circular closed space surrounded by the out- 
er surface of the internal tube portion, the inner surface 
of the frustoconical tube portion and the closing portion. 

The closing portion may have the shape of a disk 
with a central hole. 

The closed space thus formed provides an air cush- 
ion. It absorbs the noise coming from the engine com- 
partment through the wall of the frustoconical portion of 
the grommet, and reduces or suppresses the noise pen- 
etrating from the closed space into the passenger 
space. The air cushion thus improves the noise shield- 
ing. Further, the noise is shielded solely by virtue of pro- 
viding a closed air cushion, so that the frustoconical tube 
portion retains the flexure. Further, the grommet is easily 
deformed when passing through the hole in the panel, 
so that it is easily mounted in the panel. As a conse- 
quence, the wiring harness passed through the grom- 
met is kept flexible and the harness can be easily wired. 

The grommet may be integrally formed from an 
elastic material. This material may be rubber or an elas- 
tomer. 

The grommet may further comprise a flange portion 
for holding a dash silencer, the flange portion depending 
from the open edge of the 'internal tube portion. The 
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flange portion may comprise a tubular portion and an 
open end portion, the open end portion being radially 
outwardly bent. At least the internal tube portion and the 
closing portion are preferably formed of a high-density 
elastic material. 5 

Such a high density material prevents noise pene- 
tration and improves the noise shielding. These two por- 
tions constitute a direct noise passage to the passenger 
space, hence the advantage to form these portions with 
a high-density material. The whole grommet can of 
course be manufactured with such a material. However, 
as the high-density material is expensive, such a con- 
struction will increase cost. 

Preferably, the grommet comprises a plurality of in- 
ternal wall portions which protrude longitudinally from 
the outer surface of the internal tube portion, so that the 
cross-sectionalfy circular closed space is partitioned in- 
to a plurality of sections. 

The cross-sectional ly circular closed space may 
further comprise an expanded material. 

There is also provided a method of manufacturing 
the grommet, the method comprising the steps of: 

a) integrally forming the small tube portion and the 
f rustoconical tube portion in a mold in the presence 
of a vulcanising agent, whereby there is provided a 
grommet core part which is hall vulcanised; 

b) integrally forming the internal tube portion and 
the closing portion in another mold in the presence 
of a vulcanising agent, whereby there is provided a 
grommet sub-part which is half -vulcanised, the 
grommet core part and the grommet sub-part hav- 
ing corresponding binding sites; 

c) putting the parts into a third mold, such that the 
corresponding binding sites are put into contact; 
and 

d) heating the third mokf until both parts become 
fully vulcanised, whereby the corresponding bind- 
ing sites are melted and bound, to yield the grom- 
met. 

The method may further comprise the step of pro- 
viding a flange portion for holding a dash silencer in the 
grommet sub-part. Preferably, the grommet sub-part is 
formed of a high-density material, whilst the grommet 
core part is formed of a lower-density material. 

There is further provided a method of manufactur- 
ing the grommet, the method comprising the steps of: 

a) integrally forming the small tube portion, the frus- 
toconical tube portion and the internal tube portion 
in a mold in the presence of a vulcanising agent, 
whereby there is provided a grommet core part 
which is half -vulcanised; 

b) forming the closing portion in another mold in the 
presence of a vulcanising agent, whereby there is 
provided a grommet sub-part which is half-vulcan- 
ised, the grommet core part and the grommet sub- 
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part having corresponding binding sites; 

c) putting both parts into a third mold, such that the 
corresponding binding sites are put into contact; 
and 

d) heating the third mold until both parts become 
fully vulcanised, whereby the corresponding bind- 

. ing sites are melted and bound, to yield the grom- 
met. 

The method may further comprise the step of pro- 
viding a flange portion for holding a dash silencer in the 
grommet sub-part. Preferably, the grommet sub-part is 
formed of a high-density material, whilst the grommet 
core part is formed of a lower-density material. 

This grommet contains a closed space having a cir- 
cular cross-section. Therefore, the methods need not 
contain a supplementary step of adding an anti-noise 
medium or a sealing agent, as is needed in the prior art. 
Production of the grommet is thus improved. 

The above and other objects, features and advan- 
tages of the invention will be made apparent from the 
following description of the preferred embodiments, giv- 
en as a non-limiling example, with reference to the ac- 
companying drawings, in which: 

Fig. 1 shows the site in an automobile where the 
grommet is mounted; 

Fig. 2 shows a known grommet through which a wir- 
ing harness is passed; and 
Fig. 3 shows a known grommet filled with a medium. 
Fig. 4 shows the grommet according to a first em- 
bodiment of the present invention mounted in a car 
panel; 

Fig. 5 shows a cross-section of the grommet after 
cutting along the line ll-ll in Fig. 4; 
Fig. 6 schematically shows a manufacturing proc- 
ess of the grommet according to the first embodi- 
ment; 

Fig. 7 schematically shows a manufacturing proc- 
ess of the grommet according to a second embod- 
iment; 

Fig. 8 shows the grommet according to a third em- 
bodiment, mounted in an automobile body panel; 
Fig. 9 schematically shows a manufacturing proc- 
ess of the grommet according to the third embodi- 
ment; 

Fig. 1 0 schematically shows a manufacturing proc- 
ess of the grommet according to a fourth embodi- 
ment; 

Fig. 1 1 A shows a cross-sectional view of the grom- 
met in Fig. 10 after cutting along the line A-A and 
Fig. 11 B after cutting along the line B-B; 
Figs. 1 2 A, B and C schematically show a manufac- 
turing process of the grommet according to a fifth 
embodiment. 

Figs. 4 to 6 show a first embodiment of the grommet 
10 of the invention. The grommet is integrally manufac- 
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tured in rubber or an elastomer. It comprises a small 
tube portion 1 1 through which the harness is passed and 
tightly held. It also comprises a frustoconical tube por- 
tion 1 2 which is connected to an edge 1 1 a o1 the small 
tube portion and flares therefrom in a frustoconical s 
shape. The flared end portion has a fitting recess 12a 
on its outer circular surface, to which recess is fitted the 
car body part. The grommet further comprises an inter- 
nal tube portion 13 which extends from the edge 11a of 
the small tube portion along the axial direction of the io 
frustoconical tube portion 12 and through which thehar- 
ness is passed. The grommet further comprises a clos- 
ing portion 14 having the form of a disk which radially 
extends outwardly from the edge 1 3a of the internal tube 
portion 1 3 at the end thereof remote from the small tube 1$ 
. portion 11 , and is connected to each of the flared edge 
12b of the frustoconical tube portion 12 and the outer 
circular surface 13b of the internal tube portion 13. The 
latter outer surface 13b, the inner circular surface 12c 
of the frustoconical tube portion 12 and the inner face 20 
14a of the closing portion 14 delimiting a closed space 
16 of circular section. 

The small tube portion 11 and the internal tube por- 
tion 1 3 have the same diameter and are linearly con- 
nected. Fig. 4 shows the case when the grommet is in- 
stalled from the passenger space side towards the en- 
gine compartment, the wiring harness W/H is formed 
by grouping electrical cables W and bundling them by a 
tape T1 . The harness is then passed through both por- 
tions and tightly held. The frustoconical tube portion 1 2 30 
has a flaring portion 1 2d and a sectionally thick portion 
at the flared edge, on the outer circular surface of which 
is provided a panel-fitting recess 12a. The flared edge 
neighbouring the panel recess 12a extends radially out- 
wardly and forms a fitting portion 1 2e behind the panel 35 
facing the passenger space Y. The panel-fitting recess 
1 2a has a protrusion 1 2f on its base. As shown in Fig. 
4, the rim of the through hole 4a formed in the body panel 
4 is bent towards the engine compartment X, so as to 
form a I edged portion 4b. The above-mentioned protru- *Q 
sion 1 2f is abutted against the corresponding face of the 
ledged portion 4b. 

The grommet 10 is manufactured as shown in Fig. 
6. A grommet core part 20 comprised of a small tube 
portion 11 and a frustoconical tube portion 12 on the one 
hand, and a grommet sub-part 21 comprised of an in- 
ternal tube portion 13 and a closing portion 14 on the 
other, are manufactured in separate molds (not shown 
in the figures) :avulcanisable rubber is filled in the cavity 
of the molds and heated. The heating temperature of 50 
the molds and the vulcanisation temperature are adjust- 
ed depending on the type of rubber. When the grommet 
core part 20 and sub-part 21 are half-vulcanised (the 
surface becomes sticky), they are withdrawn from the 
molds. 55 

Subsequently, the half -vulcanised core part 20 and 
sub-part 21 are put into another mold (not shown in the 
figures), such that the connecting sites of the core part 
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20 and those of the sub-part 21 are correspondingly 
placed. Those sites are the edge a of the small tube por- 
tion 11 against the edge b of the internal tube portion 
11 , on the one hand, and the edge c of the fitting portion 
12e of the frustoconical tube portion 12 (to be located 
behind the panel facing the passenger space Y) against 
the corresponding surface d of the closing portion 14, 
on the other hand. 

When the mold is closed and heated in this state, 
the connecting sites are fused and integrated to yield 
the grommet 10 shown in Fig. 4. 

As can be seen, the space 16 closed by the internal 
tube portion 13, the frustoconical tube portion 12 and 
the closing portion 14 cannot be formed by one-step 
molding. On the other hand, the core part 20 and the 
sub-part 21 can be separately molded beforehand, up 
to a half-vulcanised state, then both are put into one 
common mold with the connecting sites arranged in the 
corresponding position. As both the parts 20, 21 are still 
in the half-vulcanised state, they can be integrated by 
further heating. This procedure enables to obtain an in- 
tegrated piece of grommet made of rubber and having 
a closed space 1 6 of circular section. 

In order to pass the wiring harness W/H through the 
grommet 10 and install them in a car, the small tube por- 
tion 11 and the internal tube portion 1 3 are first enlarged 
by a grommet-expanding machine (not shown in the fig- 
ures). The wiring harness W/H, provided with a connec- 
tor at its one end, is passed therethrough from the side 
of the connector. As the internal tube portion 1 3 is sur- 
rounded with an air cushion contained in the closed 
space 16, the tube portion 13 can make use of itsflexural 
and elastic properties and can be easily expanded, so 
that the workability of the wiring harness W/H is not im- 
peded. 

Once the wiring harness W/H is passed through the 
grommet 10, the tape T2 is wound around the end por- 
tion distal to the frustoconical tube portion of the small 
tube portion 11 and part of the harness W/H is fixed 
therein (shown by dots and lines in Fig. 4). The wiring 
harness W/H is thus fixed in the grommet 10 at a pre- 
determined position. 

When the wiring harness W/H equipped with the 
grommet 10 is passed through a hole 4a in the body 
panel 4, this can be done from the engine compartment 
X to the passenger space Y, or vice versa, by deflecting 
the frustoconical tube portion 1 2 of the grommet 10. As 
the frustoconical tube portion 1 2 contains an air cushion 
in its closed space 16, it can be easily deflected. Then, 
the rim of the through hole 4a is fitted in the recess 12a 
of the frustoconical tube portion 12. The protrusion 12f 
is pressed by the ledged portion 4b, so that sealing is 
improved. 

When noise occurs in the engine compartment X, 
the grommet 10 mounted in the panel 4 absorbs it by 
virtue of the air cushion contained in the closed space 
16. Noise leakage is thus suppressed in the passenger 
space Y. 
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Fig. 7 shows a second embodiment. One different 
point with regard to the first embodiment is that the in- 
tegrally-formed grommet core part 20' also comprises 
an internal tube portion 13, whilst the sub-part 21' com- 
prises only the closing portion 14. Another difference is 5 
that the sub-part is formed of rubber made of a high- 
density material. To combine the grommet core part 20* 
and the sub-part 21\ the end face 12b (referred to as c 
in Fig. 7) of the frustoconical tube portion 1 2 and a cor- 
responding face of the closing portion 1 4 (referred to as io 
d) are put into contact and heated in the mold. 

When the closing portion 1 4 is made of a high-den- 
sity material, noise permeability is further reduced and 
the noise shielding is further improved. 

The high-density material may also be used for the 
sub-part 21 in the first embodiment. 

Figs. 8 and 9 show a third embodiment. In this em- 
bodiment, the grommet 10 is mounted in the body panel 
4 from the passenger space side and provided with a 
dash silencer on this side. The dash silencer flanks a 20 
noise-absorbing material 31 inside the panel and is de- 
fined by a wall 32 made of resin. They have a through 
hole 31a and 32a respectively, which are connected to 
the through hole 4a of the panel 4. 

The grommet according to the third embodiment dif- 2s 
fers from that of the first embodiment in that a dash-si- 
lencer holding means 23 is provided in an extension of 
the end face of the internal tube portion 1 3. This holding 
means has a thrusting tube portion 24 extending from 
the end face 13a, as well as a stopper flange 25 bent 30 
outwardly from the end portion of the thrusting tube por- 
tion 24. The latter traverses through the hole 31a of the 
noise-absorbing material 31, whilst the stopper flange 
25 is passed through the hole 32a of the wall 32 and 
held thereby. & 

Fig. 9 shows a grommet 1 0 provided with a dash- 
silencer stopper flange 23. The grommet core part 20 
constructed as in the first embodiment on the one hand 
and the sub-part 21 comprising the stopper flange 23, 
the internal tube portion 13 and the closing portion 14 40 
on the other hand, are respectively molded in a different 
mold until they become half -vulcanised. Then, they are 
put into one mold, with the sites to be bound in corre- 
sponding position, and molded, so that the two parts are 
integrally formed. Preferably, the sub-part 21 equipped 45 
with the stopper flange 23 is made of a high-density rub- 
ber. 

Figs. 10 and 11 show a fourth embodiment. As a 
different point vis-a-vis the first embodiment, the internal 
tube portion 1 3 of the sub-part 21 is provided with par- so 
titioning wall portions 26. These wall portions protrude 
longitudinally from the circular outer surface of the inter- 
nal tube portion 13 at 90° from one another. One end of 
the partitioning wall portions 26 is bound to a corre- 
sponding face of the closing portion 14. This sub-part 55 
21 is combined with the grommet core part 20 and mold- 
ed, so that the rim section 26a of each partitioning wall 
portion 26 and the inner surface 1 2c of the frustoconical 



tube portion 12 are integrally bound. 

Fig. 11 B shows the above-mentioned fourth em- 
bodiment. In this embodiment, the space formed by the 
internal tube portion 1 3, the frustoconical tube portion 
12 and the closing portion 14 is separated into four 
closed spaces 16a, 16b, 16c, 16d by partitioning walls 
26. 

When the internal tube portion 13 and the frusto- 
conical tube portion 12 are connected by the partitioning 
walls 26, the latter may be prevented from heat defor- 
mation and more firmly installed into the body panel. 

Fig. 12 shows a fifth embodiment. As shown in Fig. 
12 A, the grommet core part 20 is formed in a mold to 
give a half -vulcanised product. Then, as shown in Figure 
12 B, a resin-foam paint 28 is applied to the inner circular 
surface 1 2a of the frustoconical tube portion 1 2 to a pre- 
determined thickness. Subsequently, this is put into a 
mold together with a sub-part comprising an internal 
tube portion 13 and a closing portion 14, and heated. As 
shown in Fig. 12 C, the applied paint 28 is inflated up to 
the outer circular surface of the internal tube portion 1 3, 
so that the closed space 16 formed by the above three 
portions becomes filled with an expanded materia! 28'. 
This material absorbs noise and improves the noise in- 
sulation of the grommet. 

As to th'e wiring harness W/H passed through the 
grommet, a sealing product, such as urethane, can be 
applied from the side of the small tube portion. It can 
thus fill the air gap between electrical cables W of the 
harness W/H located in the small tube portion. 

As is apparent from the above description, the 
grommet of the present invention is provided with a 
closed space formed by shutting the flared end of frus- 
toconical tube portion. This grommet may be mounted 
into the panel, for example, from the passenger space 
side. In that case, the noise formed in the engine com- 
partment enters into the flared wall of the frustoconical 
tube portion and penetrates towards the opening thereof 
on the passenger space side. The closed space absorbs 
this noise by its air cushion and reduces or suppresses 
the passage of the noise towards the passenger space 
side. 

Further, the grommet of the invention is provided 
with an anti-noise, closed space and comprises no me- 
dium nor solid sealing agent. The frustoconical tube por- 
tion can thus be easily deflected and the grommet is 
easily mounted into the through hole of the body panel. 
As a result, noise shielding and workability are both im- 
proved. Moreover, the anti-noise grommet with such a 
closed space can be manufactured with rubber or an 
elastomer as an integral piece. Thus, the grommet is 
easily manufactured, without supplementary work of in- 
stalling an anti-noise medium or seal. Productivity for 
grommet manufacturing is also enhanced. 

In automobiles : it is very important to prevent the 
noise from entering into the passenger space and thus 
render its living space more comfortable. To this end, 
noise leakage from the engine has to be reduced or sup- 
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pressed. The grommet according to the invention prac- 
tically suppresses low noise and lowers high noise. The 
noise leakage towards the passenger space is thus pre- 
vented or suppressed, so that the latter is rendered 
more comfortable. 



Claims 



er surface (13b) of said internal tube portion (13), 
whereby said cross-sect ionally circular closed 
space(16) is partitioned into a plurality of sections. 

s 7. The grommet (10) according to any one of claims 1 
to 6, wherein said cross-sect ionally circular closed 
. space (1 6) further comprises an expanded material 
(28'). 



1. A grommet (10) comprising: a small tube portion 
(11 )through which a wiring harness (W/H) is passed 
and having an edge (11a) at one end thereof; and 
a frustoconical tube portion (12) flaring from said 
edge (11a) of said small tube portion (11 ) and hav- 
ing a flared-out portion and an inner (1 2c) and outer 
surface, on the outer surface of the frustoconical 
tube portion (12) there is formed a recess (12a) for 
fitting into a car body panel, characterised in that 
said grommet (10) further comprises an internal 
tube portion (13) through which said wiring harness 
(W/H) is passed, said internal tube portion (1 3) de- 
pending from said edge (11a) of the small tube por- 
tion (11), extending substantially along the axial di- 
rection in said frustoconical tube portion (12) and 
having an open edge (1 3a) and an outer surface 
(13b); and a closing portion (14) having a through 
hole being substantially centrally located, said clos- 
ing portion (14) being connected to said open edge 
(13a) of the internal tube portion (13) and to said 
flared-out portion of said frustoconical tube portion 
(12), whereby there is provided a cross-sectionally 
circular closed space (1 6) surrounded by said outer 
surface (13b) of said internal tube portion (13), said 
inner surface (1 2c) of said frustoconical tube portion 

(12) and said closing portion (14). 

2. The grommet (10) according to claim 1 , being inte- 
grally formed in an elastic material. 

3. The grommet (1 0) according to claim 1 or 2, further 
comprising a flange portion (23) for holding a dash 
silencer, said flange portion (23) depending from 
said open edge (13a) of the internal tube portion 

(13) . 

4. The grommet (10) according to claim 3, wherein 
said flange portion (23) comprises a tubular portion 
(24) and an open end portion(25), said open end 
portion (25) being radially outwardly bent. 

5. The grommet (10) according to any one of claims 1 
to 4, wherein at least said internal tube portion (1 3) 
and said closing portion (14) are formed in a high- 
density elastic material. 

6. The grommet ( 1 0) according to any one of claims 1 
to 5, further comprising a plurality of internal wall 
portions (26) protruding longitudinally from saidout- 



10 8. A method of manufacturing the grommet (10) ac- 
cording to any one of claims 2 to 7, characterised 
in that said method comprises the steps of: 

a) integrally forming said small tube portion (11 ) 
is and said frustoconical tube portion (12) in a 

mold in the presence of a vulcanising agent, 
whereby there is provided a grommet core part 

(20) which is half -vulcanised; 

b) integrally forming said internal tube portion 
20 (13) and said closing portion (14) in another 

mold in the presence of a vulcanising agent, 
whereby there is provided a grommet sub-part 

(21) which is half-vulcanised, said grommet 
core part (20) and said grommet sub-part (21) 

25 having corresponding binding sites; 

c) putting said parts into a third mold, such that 
said corresponding binding sites are put into 
contact; and 

d) heating said third mold until said parts be- 
so come fully vulcanised, whereby said corre- 
sponding binding sites are melted and bound 
to yield said grommet (10). 

9. The method according to claim 8, said method f ur- 
35 ther comprising the step of providing a flange por- 
tion (23) for holding a dash silencer in said grommet 
sub-part (21). 

10. The method according to claim 8 or 9, wherein said 
40 grommet core part (20) is formed of a low-density 

material and said grommet sub-part (21) is formed 
of a high-density material. 

11. A method of manufacturing the grommet (10) ac- 
45 cording to any one of claims 2 to 7, characterised 

in that said method comprises the steps of: 

a) integrally forming said small tube portion 
(11), said frustoconical tube portion (12) and 

50 said internal tube portion (13) in a mold in the 

presence of a vulcanising agent, whereby there 
is provided a grommet core part (20') which is 
half-vulcanised; 

b) forming said closing portion (14) in another 
55 mold in the presence of a vulcanising agent, 

whereby there is provided a grommet sub-part 
(21 ') which is half-vulcanised, said grommet 
core part (20') and said grommet sub-part (2V) 
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having corresponding binding sites; 

c) putting said parts into a third mold, such that 
said corresponding binding sites are put into 
contact; and 

d) heating said third mold until said parts be- 
come fully vulcanised, whereby said corre- 
sponding binding sites are melted and bound 
to yield said grommet (10). 

12. The method according to claim 11, said method fur- 
ther comprising the step of providing a flange por- 
tion (23) for holding a dash silencer in said grommet 
sub-part (2V). 

13. The method according to claim 11 or 12, wherein 
saic grommet core part (20') is formed of a low-den- 
sity material and said grommet sub-part (2V) is 
formed o! a high-density material. 
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(54) A noise-preventive grommet and a manufacturing process of the same 



(57) Used in an automobile, the grommet (10) re- 
duces noise leakage from the engine to the passenger 
space. It is made of rubber or an elastomer and 
comprises : a small tube portion (11), through which a 
wiring harness (W/H) is passed ; a frustoconical tube 
portion (12) flaring from an edge (11a) of the small tube 
portion (11 ) and comprising a flared portion, on the outer 
surface of which is formed a recess (1 2a) for fitting car 



body panel ; an internal tube portion (13) through which 
the wiring harness (W/H) is passed, the internal tube 
portion (1 3) depending from the edge (11a) of the small 
tube portion (11 ) and extending along the axial direction 
in the frustoconical tube portion (12) ; and a closing por- 
tion (14) connected to an edge (1 3a) of the internal tube 
portion (13) distal to the edge (11a) of the small tube 
portion (1 1 ) and to the flared portion. 
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